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Please amend the application as follows: 



JAN 2 7 2005 



Tn The Claims 



This listing of claims replaces all prior versions and listing of claims in the application. 



1 . (currently amended) A composite tool coating method for a tool service area having a tool 
service area thickness and tool serviceability requirements, said method comprising: 

preparing said tool service area for coating, said tool service area having a beginning said tool 
service area thickness; 

electrop lating at least one layer of plate coating material to said prepared tool service area, 
said at least one layer of j>late coating material having a plate coating thicknes s of greater than 150 
urn, said plate coatinp material containing nickel a plated service area thickness equaling said 
beginning tool service area thickness plus said plate coating thickness; and 

spraying at least one layer of spTay coating material to said at least one layer of plate coating 
material, said at least one layer of spray coating material having a spray coating thickness, a sprayed 
service area thickness equaling said plated service area thickness plus said spray coating thickness. 

2. (Original) The method of claim 1 wherein said preparing step further comprising: 

cleaning said tool service area. 

3. (Original) The method of claim 1 wherein said preparing step further comprising: 

abrading said tool service area to remove inconsistencies and reduce said tool service area 
thickness to said beginning tool service area thickness as needed. 
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4. (currently amended) The method of claim 1 wherein said electro plating step further 
comprising: 

at least one transitional finishing step to remove inconsistencies in said at least one layer of 
plate coating material. 

5. (Original) The method of claim 4 wherein said transitional finishing step further comprising: 

abrading said at least one layer of plate coating material to remove inconsistencies and reduce 
said plate coating thickness to achieve a desired said plated service area thickness. 

6. (Original) The method of claim 4 wherein said transitional finishing step further comprising: 

baking said at least one layer of plate coating material. 

7. (currently amended) The method of claim 1 wherein said electrop lating step further 
comprising: 

at least one subsequent plating step to increase said plate coating thickness and achieve plate 
layer requirements. 

8. (currently amended) The method of claim 1 wherein said electrop lating step further 
comprising: 

at least one transitional evaluating step to inspect said tool service area and said tool service 
area thickness for compliance with plate layer requirements. 
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9. (Original) The method of claim 1 wherein said spraying step further comprising: 

at least one transitional finishing step to remove incnnsistftndfis in said at Imat rm* layer of 
spray coating material. 

10. (Original) The method of claim 9 wherein said transitional finishing step further comprising: 

abrading said at least one layer of spray coating material to remove inconsistencies and 
reduce said spray coaling thickness to achieve a desired said sprayed service area thickness. 

1 L (Original) The method of claim 1 wherein said spraying step further comprising: 

at least one subsequent spraying step to increase said spray coating thickness and achieve 
spray layer requirements, 

12. (Original) The method of claim 1 wherein said spraying step further comprising: 

at least one transitional evaluating step to inspect said tool service area and said tool service 
area thickness for compliance with spray layer requirements. 

13. (Original) The method of claim 1 further comprising: 

a final finishing step after said spraying step to achieve said tool serviceability requirements. 

14. (Original) The method of claim 13 wherein said final finishing step further comprising: 

cleaning said composite tool coating to remove foreign substances and materials. 
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15. (Original) The method of claim 13 wherein said final finishing step further comprising: 
polishing said composite tool coating to remove slight inconsistencies. 



16. (Original) The method of claim 13 wherein said final finishing step further comprising: 

evaluating said composite tool coating, said tool service area and said tool service area 
thickness for compliance with said tool serviceability requirements. 

17. (Cancelled) 

18. (Cancelled) 

19. (Cancelled) 

20. (Cancelled) 

21. (Cancelled) 

22. (Cancelled) 

23. (Cancelled) 

24. (Cancelled) 

25. (Cancelled) 
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